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Title of the Invention: METHOD FOR PRODUCING A SHOULDER PAD 
Claiml: 

Method for producing a shoulder pad comprising the steps of 

preparing a container having a papermaking net on its bottom portion, the net 
having low flow resistance portion corresponding to the thick portion of product and high 
flow resistance portion corresponding to the thin portion of product; 

injecting into the container a raw material mixed water and defined fibrous material; 

draining the water through the net so as to form a fibrous block with desirable 
thickness distribution thereon; 

and forming a shoulder pad with drying the fibrous block. 

Claim2: 

Method for producing a shoulder pad comprising the steps of 

preparing a container having a papermaking net on its bottom portion, the net 
having low flow resistance portion corresponding to the thick portion of product and high 
flow resistance portion corresponding to the thin portion of product; 

injecting into the container a raw material mixed water and defined fibrous material; 

draining the water through the net so as to form a fibrous block with desirable 
thickness distribution thereon; 

forming a shoulder pad with drying the fibrous block; 

covering the surface of the pad with thermoplastic thin covering member; 

and heating for heat bonding the covering member on the surface of the pad. 

Excerpt of Detailed Description of the Invention 
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In Fig.l, the numeral 1 designates the container consisted of the papermaking net 2 
and cylinder 3, where the net 2 is attachable watertightly to the lower portion of the cylinder 
3. 

The outer shape of the container 1 can be selected in compliance with the pad in the 
producing process. In case where the outer shape of the pad is formed in such a 
semielliptical shape, which is cut on the minor axis as shown in fig. 6, the outer shape of the 
preformed pad is shaped and sized in the corresponding elliptical shape. The papermaking 
net 2 is consisted of a net 2a and a supporting board 2b, the net 2a being the same net as 
used in normal papermaking process, the supporting board 2b having drain holes 4a, 4b,--\ 
In case where the outer shape of the container 1 is formed in elliptical shape, the drain hole 
4a is formed in center of the ellipse, and the other drain holes are formed in concentric 
elliptical shape around the hole 4a. The hole 4b, 4c,- • * have a throttling portion 5a, 5b,- * * 
to enhance the flow resistance so that the flow resistance per unit area is lowest at the hole 
4a and increases gradually toward to outside. The flow resistance is selected in 
compliance with the sectional shape of the pad in the producing process. Therefore as the 
many kinds of supporting board 7 are prepared in compliance with the kinds of the pad, the 
sectional shape of the pad in the producing process can be easily varied. 

Then the numeral 6 designates the drain funnel and the numeral 7 designates the raw 
fluid. The raw fluid 7, which is approximately the same as used in normal papermaking 
process, is the mixture of fibrous material as main material, subsidiary material having a 
binding behavior such as the size, according to need, and the proper amount of water. 

Therefore after the draining process is finished, the amount of the fibrous material 
depositing on the net 2a is increase mostly at the portion corresponding to the drain hole 4a 
and gradually decrease toward to outside. 

Fig. 2 and Fig. 3 show the examples of the situation, the numeral 8 designates the 
fibrous block deposited on the net 2a, and the thickness of the arrow designates the amount 
of the wastewater. The thickness in section of the fibrous block 8 is highest at its central 
portion corresponding to the drain hole 4a and gradually decreases toward to the fringe. 
Therefore as the flow resistance of each drain hole 4a, 4b, 4c* - is selected properly, the 
pad of desirable thickness distribution can be obtained. This fibrous block 8 is taken up from 
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the net 2 to dry, being cut on the minor axis, being trimmed its outer edge portion to shape 
up its shape according to need, and then the pad has desirable thickness distribution is 
obtained. 
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